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RULES AND REGULATIONS FOR THE 
CLASSIFICATION OF SPECIAL SERVICE CRAFT, 
July 2008 


Notice No. 2 


This Notice contains amendments within the following Sections of the Rules and Regulations for the 
Classification of Special Service Craft, July 2008. The amendments are effective on the dates shown: 


Part Chapter Section Effective 
date 
1 1 2,3,4,5 1 November 2008 
3 1 8 1 August 2008 
6 2 3,4 1 August 2008 
7 2 3,4 1 August 2008 


It will be noted that the amendments also include corrigenda, which are effective from the date of this Notice. 


The Rules and Regulations for the Classification of Special Service Craft, July 2008 are to be read in conjunction 
with this Notice No. 2. The status of the Rules is now: 


Rules for Special Service Craft Effective date: July 2008 
Notice No. 1 Effective dates: 1 August 2008 & Corrigenda 
Notice No. 2 Effective dates: 1 August 2008 & 1 November 2008 


Part 1, Chapter 1 


Part 1, Chapter 1 
General Regulations 


Effective date 1 November 2008 


i Section 2 


2.1 LR remains the sole classification society in the LR Group. LR is managed by a serperate-tisteo—Lloycl-s-Registor 
Frustees-timited Board of Trustees (hereinafter referred to as ‘LR+stistee the Board’). 
LRstristes The Board has: 


Appointed a Classification Committee and determined its powers and functions; 
Appointed Technical Committees and determined their powers, functions and duties. 


2.2 The LR Group has established National and Area Committees in the following: 
Countries: Areas: 
Australia (via Lloyd's Register Asia) Benelux (via Lloyd's Register EMEA) 
Canada (via Lloyd's Register North America, Inc.) Central America (via Lloyd's Register Central and 
China (via Lloyd's Register Asia) South America Ltd) 
Egypt (via Lloyd's Register EMEA) Nordic Countries (via Lloyd's Register EMEA) 
Federal Republic of Germany South Asia (via Lloyd's Register Asia) 
(via Lloyd's Register EMEA) Asian Shipowners (via Lloyd's Register Asia) 
France (via Lloyd's Register EMEA) Greece (via Lloyd's Register EMEA) 


Italy (via Lloyd's Register EMEA) 

Japan (via Lloyd's Register Asta) 

New Zealand (via Lloyd's Register Asia) 

Poland (via Lloyd's Register (Polska) Sp zoo) 

Spain (via Lloyd's Register EMEA) 

United States of America (via Lloyd's Register North America, Inc.) 
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3.7 LR's Technical Committee is at present composed of: 

Ex officio members: TOTAL 
° The Chairman of HHeye-e-RegicteeHolcingstsh TR oo... cecescecsenseeceeeeeeeseeeeeeceeeeeeeeesensesteeneaesesersees 1 

e The Chairman of the Classification COMMIttCS see cece cece eeeeeeeeeeeee eee eeeeee tesa ett ttt eeeeceeeeeeeeeeeeeeeeeeteeeeaaaeeaa 1 
Members Nominated by: 

e The Genora-Conmmitee-oF tustocs-oF eH BEE, <fcectechallidie cus tant, toate encck Men tedh agentes aul on junta idteet Sena eurs 18 
° The Royal Institution of Naval ArchitectS oo... ceee cece eee e cette ee eee re eee eee tne nent esate eae 2 
e The Institution of Engineers and Shipbuilders in SCOtANd oo... eee eee etree erent eee nea tenet nee neeeeas 2 
e The'lnstitute-ot Marine Engineers: - S20) seeker aiden eee ee be aed 2 
e The:lnstitution‘of Mechanical-Engineers:. ~ cieusndiletisttviecnetis attain indheen tdi bag ied a titin oa elites 2 
° The Shipbuilders’ and Shiprepairers’ ASSOCIATION... .ceeceeeceee cece cece acne eee ee seen eee ee tee eases sates eae ee eet eaeeneneenea 2 
e The Short Sea Group of the Chamber of SHIPPING a... eee eeeeeeeeeceeeeeeeeeeeeeeeeeeeeee eee aae aa aaaeaaaaaeeeneeeeeeeeeseeeeeeeeeees 1 

e The Society of Consulting Marine Engineers and Ship Surveyors oo... ecceeece cece cece eee eeeeeeeeeeeeeeeeeeaeaees 1 

e Whe-lnstitute OF Materials: sc. sisunanh tedat beds nap ne Cha sateuadeatscacac Beeg andes paeieadadd eaedade adh a Aakode Labi aah Agha Ankenes nhe 1 

° The: UK Steel ASSOCIATION: acri. ch daviadineves access baeiedeennd alievuaenes odanewe nae gee tev be cadavedelad cnt angeerevaeceteledenerpecnias 1 

e The Honourable Company of Master MarinerS .....eecceeec cece cece eee e eee eects eee eee eens tees ee ee eases eee eeeeeetetetaees 2 
° The. Institution or Electrical: EMGINGErS® <i2:¢..c:iech disses Seer tak ae hled oo ad a eaten Pein 1 
e Federation of British Electrotechnical and Allied Manufacturers’ ASSOCIATIONS... eee. eee ee cece e eee eect teeta teen tees 1 
e AHS TechniCal: COMMIMCE x cacicded gehh aw aiwha i mi elad bebstnabel dent blad cls laahatld teil Mlolieeoslarol vn Mla ened lg 18 
e The Technical Committee (from other COUNTIES)... cece eee cence eee eee e ete e ee eaten sede eet ee een ne teen ed 18 
e he: lnstitute-ot REmigerationy 2.2 snciinges eters oinecedtng eda eee adihaeacadans disci teas Wht ta se erate canseerakenatgaleage 1 

e International:-Oil: Companies: 2ijve..s tit ood iledoe haven hem ha ave heed vin deans 2 
e Association of European Shipbuilders and ShiprepairerS .........ccccceecece cece cece cence eect eset cece ee ease eneeeteeteeeeeeetees 1 

e Greek Shipping Co-operation COMMittee oo... ee ee eee eee eee eee tenet e eee a eee 1 
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3.3 All elections are subject to confirmation by -#+s4rustee the Board. 


3.5 The term of office of the Chairman and of all members of the Technical Committee is five years. Members may serve 
one additional term of office with the approval of LR+s+rustee the Board. The term of the Chairman may be extended with the 
approval of R-sttistes the Board. 


3.8 Any proposal of the ome aces sence any alteration in, or eon to, er il neeoie i ei Rules for 
Classification is refered aa 
LE AIE AALS enna oi approval ai the Beare All ce en a Bechnene ee or 
alterations to the Rules for Classification will, following approval by the Technical Committee, be submitted to the Board for 
adoption. 


=| Section 4 


4.1 LR's Naval Ship Technical Committee (hereinafter referred to as ‘the NSTC’) is at present composed of up to 
50 members and includes nominees of: 

e — The Royal Navy and the UK Ministry of Defence; 

The Defence Evaluation and Research Agency; 

UK Shipbuilders, Ship Repairers and Defence Industry; 

Overseas Governments and Governmental Agencies; 

Overseas Shipbuilders, Ship Repairers and Defence Industries; 

Various maritime bodies and institutions, nominated by the NSTC; 

The Chairman of LRH LR and Chairman of the Classification Committee who are ex officio members. 


4.2 All elections are subject to confirmation by -R+s+4rustee the Board. 


4.4 The term of office of the NSTC Chairman and of all members of the NSTC is five years. Members may serve one 
additional term of office with the approval of +R-s+ustee the Board. The term of the Chairman may be extended with the 
approval of -R-stristee-the Board. 


4.8 Following epprevel by the NSTC, details of new Rules (or amendments) will be submitted to LR+s+truisteewhich-waAtt 
-ehanges the Board for adoption. 


& Section 5 


5.1 LR has the power to adopt, and publish as deemed necessary, Rules relating to Classification and has (in relation 

thereto) provided the following: 

(a) Except in the case of a special directive by LR+s+rustee the Board, no new Regulation or alteration to any existing Regulation 
relating to classification or to class notations is to be applied to existing ships. 

(b) Except in the case of a special directive by -R's+4tustee the Board, or where changes necessitated by mandatory imple- 
mentation of International Conventions, Codes or Unified Requirements adopted by the International Association of 
Classification Societies are concerned, no new Rule or alteration in any existing Rule is to be applied compulsorily after the 
date on which the contract between the ship builder and shipowner for construction of the ship has been signed, nor within 
six months of its adoption. The date of ‘contract for construction’ of a ship is the date on which the contract to build the 
ship is signed between the prospective shipowner and the ship builder. This date and the construction number (i.e. hull 
numbers) of all the vessels included in the contract are to be declared by the party applying for the assignment of class to 
anewbuilding. The date of ‘contract for construction’ of a series of sister ships, including specified optional ships for which 
the option is ultimately exercised, is the date on which the contract to build the series is signed between the prospective 
shipowner and the ship builder. In this section a ‘series of sister ships’ is a series of ships built to the same approved plans 
for classification purposes, under a single contract for construction. The optional ships will be considered part of the same 
series of sister ships if the option is exercised not later than 1 year after the contract to build the series was signed. Ifa 
contract for construction is later amended to include additional ships or additional options, the date of ‘contract for construc- 
tion’ for such ships is the date on which the amendment to the contract is signed between the prospective shipowner and 
the ship builder. The amendment to the contract is to be considered as a ‘new contract’. If a contract for construction is 
amended to change the ship type, the date of ‘contract for construction’ of this modified vessel, or vessels, is the date on 
which the revised contract or new contract is signed between the Owner, or Owners, and the shipbuilder. Where it is desired 
to use existing approved ship or machinery plans for a new contract, written application is to be made to LR. Sister ships 
may have minor design alterations poe that such alterations do not es matters ieee to classification. 


{6} 


fHh(c) All oe of survey are te es made by Suipvevers authorised by fiembere of the LR Cie to survey and report (here- 
inafter referred to as ‘the Surveyors’) according to the form prescribed, and submitted for the consideration of the 
Classification Committee. 
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fe}(d) Information contained in the reports of classification and statutory surveys will be made available to the relevant owner, 


(e) 


National Administration, Port State Administration, P&l Club, hull underwriter and, if authorized in writing by that owner, to 
any other person or organization. 

Notwithstanding the general duty of confidentiality owed by LR to its client in accordance with the LR Rules, LR clients 
hereby accept that, LR will participate in the IACS Early Warning System which requires each IACS member to provide its 
fellow IACS members and Associates with relevant technical information on serious hull structural and engineering systems 
failures, as defined in the IACS Early Warning System (but not including any drawings relating to the ship which may be the 
specific property of another party), to enable such useful information to be shared and utilised to facilitate the proper work- 
ing of the IACS Early Warning System LR will provide its client with written details of such information upon sending the 
same to IACS Members and Associates. 


Part 3, Chapter 1 & Part 6, Chapter 2 


Part 3, Chapter 1 
General Regulations 


Effective date 1 August 2008 


| Section 8 
Building tolerances and 
associated repairs 


8.3 Surface defects 


When the limits i in 8.3. 1 are exceeded, plates are 


may be made Sonal By weld repair in soorenes mh the 
requirements specified in Chapter 13 of the Rules for 
Materials. 


8.3.5 Complete removal of the defects is to be verified 
by suitable non-destructive examination techniques and after 
welding the repair is to be proved free from further defects. 
The complete removal of defects is to be verified by non- 
destructive examination in accordance with the requirements 
specified in Chapter 13 of the Rules for Materials. 


8.6 Structural misalignment and fit (steel and 
aluminium) 
8.6.3 Welding defects are generally to be dealt with in 


accordance with Ghapter2-etPars-6-ane- depending-on 
rraterats-tsed Chapter 13 of the Rules for Materials. Limits 


for weld undercut and remedial action to be taken depends 
on plate thickness and are to be discussed and agreed by the 
Builder and the Surveyor prior to commencement of repairs. 


Part 6, Chapter 2 
Construction Procedures 


Effective date 1 August 2008 


|_| Section 3 
Procedures for welded 
construction 


3.1 General 


fabrication All welded construction is to be conducted in 
accordance with the requirements specified in Chapter 13 of 
the Rules for Materials. 


3.4.1 All welding consumables are to be approved By LR 
and are to be suitable for the type of joint and g 
material, see Chapter 11 of the Rules for Material” 
3.4.2 The following grades of consumabé are to be used: 
For normal strength steels: 


Grade 1 For welding Grade 

Grade 2 For welding anycombination of grades 
other than Grade E to Grade E. 

Grade 3 For weldingfany combination of grades. 


For higher tensile sels: 
Grade 1Y elding Grade AH. 

Yor welding any combination of grades 
other than Grade EH to Grade EH. 

For welding any combination of grades. 
Detween steels of different grades or different 
ing consumable may be of a type 
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4 Nia are tha aor ae pei ola oaole ae oot 


of 0,45 per cent, approved low hydrogen higher tensjfle 
welding consumable and preheating are to be used. Whfgre 
the carbon equivalent is above 0,41 per cent but is not rfore 
than 0,45 per cent approved low hydrogen higher tghsile 
welding consumable are to be used, but preheating will not 
generally be required except under conditions of high r¢straint 
or low ambient temperature. Where the carbon equivalent is 
not more than 0,41 per cent, any type of approvgd higher 
tensile welding consumable may be used and preheating will 
not generally be required except as above. 

Carbon equivalent=-Cc+ Mn, Cr+Mo+V , WNi+ Cu 

6 5 15 

This formula is applicable only to steels which Are basically of 
the carbon-manganese type containing minpr quantities of 
grain refining elements, for example, niobiym, vanadium or 
aluminium. The proposed use of low allfy steels will be 
subject to special consideration. 


3.4.4 Where the structure incorpoyfates mild steel and 
higher tensile steel, details of the weldifig arrangements and 
procedures at the interchange joints gre to be submitted for 
approval in all cases where the chemigal analysis of the higher 
tensile steel requires that it be preheAéted. 


3.4.5 Special care is to be faken in the distribution, 
storage and handling of all weldfng consumable. Effective 
facilities for protecting consumabje are to be provided close to 
working areas. 


3.5 Welder qualifications 


3.5.1 Welding operatofs are to be proficient in the type of 
work on which they are efigaged. 


3.5.2 The respongibility for selection, training and 
testing of welding operators rests with the Builders. The 
Builders are to test welding operators to a suitable National 
Standard. Records /f tests and qualifications are to be kept 
by the Builders and/made available to the Surveyor so that he 
can be satisfied fhat the personnel employed during the 
construction of thé craft can achieve the required standard of 
workmanship. 


3.6 Welding procedures 
3.6.1 Procedures are to be established for the welding of 
all joints influding the type of consumables, joint preparation 


and weldjhg position. New procedures will be approved on 
the basj of a detailed statement of the procedure and 
procesg parameters together with the results of examination 
and tegting carried out on sample joints in the presence of the 
Surv¢yor. For this purpose, the sample joints are to be 
pregared under conditions similar to those which will occur 
durjng construction of the craft. 


3/6.2 The approved arrangements, sequence and 
procedures are not to be departed from without the prior 


aoPTrevar-so oe YOT: 


voltage, rate of deposit and number of runs, ete 
conform to those established in accoreaf 
Provision is to be made for checkire 


the welding area. 


sequence of welding ass 
are to be submitted. 


3.7.2 The proposed sequence of welding is to be 
with the Surveyor prior to construction. 


3.7.3 The type and disposition of conngctions and 
sequences of welding are to be so planned that any restraint 
during welding operations is reduced to a mimum. 


3.7.4 Special attention is to be giver/to the examination 
of plating in way of all lifting eye plat¢ positions to ensure 
freedom from cracks. This examinatigf is not restricted to the 
positions where eye plates have beén removed but includes 
the positions where lifting eye plajés are permanent fixtures. 


3.7.5 Careful consideratign is to be given to assembly 
sequence and overall shrinkage of plate panels, assemblies, 
etc., resulting from welding’ processes employed. Welding is 
to proceed systematicflly with each welded joint being 
completed in correct géquence without undue interruption. 
Where practicable, wélding is to commence at the centre of a 
joint and proceed gutwards or at the centre of an assembly 
and progress ouYwards towards the perimeter so that each 
part has freegdm to move in one or more directions. 
Generally, thé welding of stiffener members including 
transverses /irames, girders, etc., to welded plate panels by 
OMrocesses should be carried out in such a way as 
Se angular distortion of the stiffener. 


Butt welds are to be finished full at the ends and cut 
before welding the seams. Seams are generally not to 


S-ti+ (GaGull 
jet units. The final boring out of propeller brackets and stern- 
tubes and the fit-up and alignment of rudder bearings and jet 
units are to be carried out after the major part of the welding 
of the aft end of the craft is complete. The contacts between 
rudder stocks and propeller shafts with bearings are to be 
checked before the final mounting. 


Rudder, sterntubes, propeller brackets and 


proswart-as-necessanythe-generatanc local wel areas; 
Surfaces-areto-be-da. 


3-49 3.4 Structural arrangements and access 


SHO 3.4.1 Ceilings, cabin sole, side and overhead 


linings are to be secured in such a manner as to be easily 
removed for the maintenance and inspection of the structure 
below. 


alignment without rigid restraint during welding gperations. 
Where excessive gaps exist between surfaces for edges to 
be joined, the corrective measures adopted aré to be to the 
satisfaction of the Surveyor, see Pt 3, Ch 1,84. 


3.11.2 Parts are to be set up and welded in such a way 
that contraction stresses are kept to a myhimum. 


3.11.3 Before a manual sealing ru 
of a weld the original root run is t¢ 
metal. 


is applied to the back 
be cut back to sound 


3.11.4 Welding is to proceeY systematically, each welded 
joint being completed in proper sequence without undue 
interruption. 


3.17.5 Joint edges arg to be scratch brushed (or other 
acceptable method) immediately before welding in order to 
remove oxide or adheyng films of dirt and filings. 


3.12 Cleanliness 


3.12.1 The gurfaces in way of all parts to be welded are to 
be clean, dry/and free from grease and other contaminants 
which mighf adversely affect weld quality. The surfaces and 
boundari 
cleaned A 
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heat conduction prevents the joint from reaching the requireA 
temperature, or where the parts to be welded are below 5%, 
preheating is to be used. 


3.14 Tack welding 


3.14.1. Tack welds are to be kept to the minimum and are 
to be of equal quality to the finished weld. Tack welds which 
are to be retained as part of the finished weld ar@gto be clean 
and free from defects before being incorporated /nto the weld. 
Care is to be taken when removing tack welds And temporary 
attachments used for assembly to ensure that the material of 
the structure is not damaged. 


3.14.2 Consumables for tack welding are to be of the 
same grade as those used for the main Weld. Generally, tack 
welds are not to be applied in lengths gf less than 30 mm for 
mild steel grades and 50 mm for highér tensile steel grades. 
Care is to be taken to ensure that tagk welds, which are to be 
retained as part of the finished welg, are clean and free from 
defects before being incorporated/ Where tack welds are to 
be removed, the Surveyors fare to ensure that the 
methods adopted to remove/them will not damage the 
material of the structure. 


3.15 Alignment and fit 


3.15.1 Alljoints are tofoe prepared, aligned and adjusted in 
accordance with the egtablished joint design. Clamps with 
wedges or strong-bgks used for this purpose are to be 
suitably arranged tg allow freedom of lateral movement 
between adjacent efements. 


3.15.2 Welded temporary attachments used to aid 
construction are/to be removed carefully by grinding, cutting 
or chipping. The surface of the material is to be finished 
smooth by grifding followed by crack detection. 


3.15.3 Wy defects in the structure resulting from the 
removal gf temporary attachments are to be prepared, 
efficientlY welded and ground smooth so as to achieve a 
defect fyee repair. 


3.16 Inspection 


3/16.1 Effective arrangements are to be provided by the 
uilder for the visual inspection of finished welds in order to 


3-+7 3.5 Festing Inspection 


SHAG 3.5.1 Welds-aretoe-be-ctear-ancd-tree-—frem-—paint 


atthetme-ctraspector- Inspection of welded construction is 
to be conducted in accordance with the requirements speci- 
fied in Chapter 13 of the Rules for Materials. 
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examinations of welds is 
Radiography is generally to be used on butt welds 9115 mm 
thickness or less. Ultrasonic testing is acceptablefOr welds of 
15 mm thickness or greater and is to Qe”used for the 
examination of full penetration tee butt oy€ruciform welds or 
joints of similar configuration. 


3.17.4 Non-destructive examinations are to be made in 
accordance with approved written procedures prepared by 
the Builder, which idg#tify the method and technique to be 
used, the extents the examination and the acceptance 
criteria to be agplied. 


to the appropriate level of a certifica- 


S+46 [Gio Checkpoints examined at the pre-fabrica- 
tion stage are to include ultrasonic testing on examples of the 
stop/start points of automatic welding and magnetic particle 
inspections of weld ends. 


checkpoints are to be agreed between the Builder and the 
Surveyor. 


3.17.8 Particular attention to be paid to highly stressed 
items. Magnetic particle¢fspection is to be used at ends of 
fillet welds, T-jointgfoints or crossings in main structural 
members and af<ternframe connections. 


3.17.9 7 Checkpoints for volumetric examination are to be 
selected so that a representative sample of welding is 
éxamined. 


StA1O BiOr8 Typical locations for volumetric examination 
and number of checkpoints to be taken are shown in Table 
2.3.1. A list of the proposed items to be examined is to be 
submitted for approval. 


craft designed to operate in low air temperatures, the exteprof 
non-destructive examination will be specially considered. 


3.17.12 For all craft types, the Builder is to carryéut random 
non-destructive examination at the request ofsne Surveyor. 


3.17.13 The full extent of any weKi defect is to be 
ascertained by applying additional nof-destructive examina- 
tions where required. Unacceprable defects are to be 
completely removed and wherg’necessary, re-welded. The 
repair is to be examined afterre-welding, see 3.19. 


3.17.14 Results of wOn-destructive examinations made 
€re to be recorded and evaluated by the 
Mual basis in order that the quality of weld- 
ade 


3-48-3.6 Acceptance criteria 


St8-+t 3.6.1 All finished welds are to be sound and free 
from cracks and substantially free from lack of fusion, incom- 
plete penetration, porosity and tungsten inclusions. The 
surfaces of welds are to be reasonably smooth and substan- 
tially free from undercut and overlap. Care is to be taken to 
ensure that the specified dimensions of welds have been 
achieved and that both excessive reinforcement and underfill 
of welds are avoided. 


° bie as aw o poh elecliag of 5 
o Gaanty antag ws a DST Nero -or-ary 


fittings and attachments to main structure, both permane 
and temporary, are to be equivalent to those of the main Hull 
structure. 


3.18.3 Visual examination of all welds is to be 
mented by non-destructive examination as co 
necessary by the Surveyor. 


pple- 
idered 


3.18.4 Fairing, by linear or spot heating,/to correct 
distortions due to welding is, in general, not to Pe carried out 
unless procedures have been approved to ghsure that the 
properties of the material are not adversely/affected. Visual 
examination of all heat affected areas and Welds in the vicin- 
ity is to be carried out to ensure freedom from defects. 


3.19 Weld repair 


3.19.1 Repairs to defective welding are to be carried out 
using approved welding consumébles and procedures. The 
repair is to be re-examined for further defects. 


3.19.2 Tears and scars leffon plating after the removal of 
temporary lifting lugs, cleatg and other temporary fittings or 
attachments are to be buif up by welding if necessary and 
dressed smooth. 


3.19.3. When modifications or repairs have been made 
which result in operings having to be closed by welded 
inserts, particular cafe is to be given to the fit of the insert and 
the welding sequeyice. The welding should also be subject to 
non-destructive tésting. 


3.19.4 | Whgh misalignment of structural members either 
side of bulkhgads, decks, etc., exceeds the agreed tolerance, 
the misalignéd item is to be released, realigned and rewelded 
in accordg@ice with an approved weld repair procedure, see 
also Pt 3/Ch 1,8. 


3.20 Structural detail 


3.20.1 Alignment of structure is to be in accordance with 
.15. Triaxial stresses are to be avoided, see also LR’s 


bores [ae eae Ps a 


i Section 4 
Joints and connections 


4.4 Butt welds 


proportioned correspondingly. Where the d#ference in 
thickness is less than 3 mm the transition mg¥ be achieved 
within the width of the weld. Difference in Mickness greater 
than 3 mm may be accepted provided it gan be proven by the 
Builder, through procedure tests, that the Rule transition 
shape can be achieved and that theMveld profile is such that 
structural continuity is maintgfned to the Surveyor’s 
satisfaction. 


4.4.3 Where. stiffeni members are attached by 
continuous fillet welds gd cross completely finished butt or 
seam welds, these wélds are to be made flush in way of the 
faying surface. Sinpfarly, for butt welds in webs of stiffening 
members, the b&tt weld is to be completed and generally 
made flush wif the stiffening member before the fillet weld is 
made. The Ands of the flush portion are to run out smoothly 
without nétches or sudden change of section. Where these 
condit/ns cannot be complied with, a scallop is to be 


4444.42 
of the T is, where practicable, to be completed first including 
any back run. During the welding operation special attention 
is to be given to the completion of the weld at the junction, 
which is to be chipped back to remove crater cracks, etc., 
before the table is welded. 


Where butt welds form a T-junction, the leg 


4.5 Fillet welds 


4t-6—2 4.5.1 
determined from: 


The throat thickness of fillet welds is to be 


Throat thickness = th x weld factor x ( 2) mm 


where 
s = the length of correctly proportioned weld fillet, clear 
of end craters, in mm, and is to be 10 x plate 
thickness, tp, or 75 mm, whichever is the lesser, but 
in no case to be taken less than 40 mm 
d =the distance between successive weld fillet, 
inmm 
tb = plate thickness, in mm, on which weld fillet size is 
based, see 4.5.6 
Weld factors are contained in Table 2.4.1. 
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Note 
dd 
Ss 


For double continuous fillet welding ( )is to be taken as 1 


(see 4.8.1). 


Throat thickness 


Leg length 


(a) Weld fillet dimensions 


Welding to be carried 
round ends of all lugs 


Depth of scallop not greater 
than 0,25d\y or 75 mm, 
whichever is the lesser 


Ss | lgap | 
ol< >| 


(d) Scalloped construction 


Radius not 
than 25 


4390/48 


Igap S 2s but not greater than 150 mm 


h/f 21,5 


4390/34 


Fig. 2-4-2 2.4.1 Web height/flange breadth ratio 


Part 6, Chapter 2 


46-3 4.5.2 For ease of welding, it is recommended 
that the ratio of the web height to the flange breadth is greater 
than or equal to 1,5 (see Fig 242 2.4.1). 


reetgaps- 
} + Demeonstrate-+o-the-satisfactor-ofthe-Sumeyorthatan 


Existing paragraphs 4.5.5 and 4.5.6 are to be renumbered 
4.5.3 and 4.5.4. 


4.6.1 The throat thickness limits given in Table 2.4. 
to be complied with. 


4.7 Single sided welding 
4.7.1 Where the main welding is carried/out from one 
side only, a back sealing run is to be applied Zo all butt welds, 
after suitable back gouging, unless the wefding process and 
consumables have been specially appfoved for one-side 
welding. 


4.7.2 Where internal access foy 
backing bars are to be fitted in wa 
alternative means of obtaining f 
agreed. Backing bars may bg 


elding is impracticable, 
of butt and fillet welds, or 
penetration welds are to be 
permanent or temporary. 


4.7.3 Permanent bagking bars are to be of the same 
material as the base mejal and of thickness not less than the 
thickness of the plating being joined or 4 mm, whichever is 
the lesser. The weld to be thoroughly fused to the backing 


bar. 


4.7.4 Backjig bars are to be continuous for the full length 
of the weld afd joints in the backing bar are to be by full 
penetration Welds, ground smooth. 


4.7.5 
may bg 
of th¢ 


Temporary backing bars for single sided welding 
austenitic stainless steel, glass tape, ceramic, or steel 
same grade as the base metal. 
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410 4.7 Intermittent welding (staggered) 
4-104 7 Wherentermittent we } rail g is. dcec : 2. at ral g is 
scatlopsote- 


440-2 4.7.1 Staggered intermittent welding may be 


used, outside of the impact area in the bottom shell or cross- 
deck structure of high speed craft. 


4444.8 Intermittent welding (chain) 


444+ 4.8.1 Chain intermittent welding may be used, 


outside of the impact area in the bottom shell or crossdeck 
structure of high speed craft. 


4.13 Stud welding 
4.13.1 Where permanent/or temporary studs are to be 
attached by welding to maif structural parts in areas subject 
to high stress, the propgéed location of the studs and the 
welding procedures adgpted are to be to the satisfaction of 
the Surveyors. 


gfe to be in close contact and both edges of the overlap are 


Existing sub-Sections 4.15 to 4.23 are to be renumbered 4.9 
to 4.17. 


4-49 4.13 Notches and scallops 


4409-4 4.13.1 Notches and scallops are to be kept clear 
of the toes of brackets, etc. Openings are to well rounded with 


smooth edges. BDetais-eftscateps-are-shewin fig 244. 


Existing Fig. 2.4.3 is to be renumbered Fig. 2.4.2. 


4.24 4.18 Joint preparation 


4244 4.18.1 Weldecteints-are-te-be-oreparecin-accer- 
carcomith st Typical butt joints are shown in LR’s 
Guidance Notes for Structural Details. 


Existing sub-Sections 4.25 to 4.30 are to be renumbered 4.19 
to 4.24. 


Part 7, Chapter 2 


Part 6, Chapter 2 & Part 7, Chapter 2 


Construction Procedures 


Effective date 1 August 2008 


I Section 4 
Joints and connections 


Existing sub-Sections 4.10 to 4.29 are to be renumbered 4.9 
to 4.28. 
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Cross-references 


Section numbering in brackets reflects any Section 
renumbering necessitated by any of the Notices that update 
the current version of the Rules for Special Service Craft. 


Part 6, Chapter 2 


4.21.1 Reference Fig. 2.4.3 now reads Fig. 2.4.2. 


(4.15.1) 


Part 6, Chapter 3 


7.20.1 Reference Ch 2, 4.16 now reads 
Ch 2,4.10. 


Part 7, Chapter 2 


4.4.1 Reference 4.21 now reads 4.20. 


Part 7, Chapter 3 


7.10.1 Reference Ch 2,4.29 now reads 
Ch 2,4.28. 

7.20.1 Reference Ch 2,4.16 now reads 
Ch 2,4.15. 

3.13.2 Reference Ch 2,4.22 now reads 
Ch 2,4.21. 


Part 7, Chapter 5 


2.3.7 Reference Ch 2,4.26 now reads 
Ch 2,4.25. 


Part 8, Chapter 5 


2.3.7 Reference Ch 2,4.26 now reads 
Ch 2,4.25. 
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